а, 5 —" 
Work Order ID 52792 
October 14, 2009 10:44:42 AM 


ШІП 


Page 1 


LT 


Vac M ден IIIIIIIIIIIIIIIIIIIIIIIIIIIIIII зек sese ИЛИЯНЦИ 

Revision ID: H | 

ItemName: Ма Tube Assembly Sep ЇЇ 

Start Date: 14/10/2000 Start Qty: 1.00 ІШ | І Cust Item ID: 

Required Date: 02/11/2000 Req'd Qty: 1.00 THAI Customer: 

Reference: | ^ 

Approvals: Process Plan: pa И Tooling: Date: Mon. nete [ШШШ ІШІ 
ос: Date: SPC (Үл: Date: А 

Sequence ID/ "Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 

Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 


Draw Nbr 


Revision Nbr 


100 


Skidtubes 
Skidtubes 


` ам, 


Rev H 
0.00 
Skidtubes 


Memo 0.00 
1-Cut tube to finish length as per Dwg D3391 


2-ldentify as D3391-023 


3-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 


4-Open saddles and GHW holes to (20.375" exept for fwd saddle hole of detail 
"J" 


5-Кетоуе .030" from Fwd indexing Ridge as рег Dwg 03391 
6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 


7-Deburr 


< 


8-Drill #30 pilot holes using wearplate Jig DT8217 Identify @0.250" holes with 
paint marker, 


9-Open wearplate holes of D3391-023 assembly detail section G-G to @0.250" 
(14 holes) as per Dwg D3391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


10-Open wearplate holes of D3391-023 assembly detail section H-H to 
(20 hóleS) äs рег Dwg D3391 
Ж: 


00.297" 


т, 


v . 


Work Order ID 52792 ШІП Page 2 


October 14, 2009 10:44:42 AM 


„мл 2 | = IIIIIIIIIIIIIIIIIIIIIIIIIII ео» ез: ШІ 


Revision ID: 


Hem Name: — Mid Tube Assembly әр ДД НИ 


Start Date: 14/10/2009 Start Qty: 1.00 ІШІШ Cust Item ID: 
Required Date: 02/11/2000 Req'd Qty: 1.00 || Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: к nh МИНИ І ІІ | 
о 

ос: Date: SPC (ҮЛ: Date: a 
Sequence ID/ Operation Set Up/ Draw Draw Рап Accept Reject Reject Insp. 
Work Center ID ' Description Run Hours Number Rev. Code Qty Qty Number Stamp 


В 


E 11-Open .375" holes to .438" ***do not open fwd saddle holes*** —À 7 27; / 7 -/с> - ХХ, 


12-1 осаѓе D3391-021 іп D3391-023 at 9.00" (see view 2-2) 

13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


14- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes into D3391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in \ Д 9 / \ ХО) ? 2 7 
D3391-021 using DT8937 


16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 
17- counterbore two aft wearplate holes in D3391-021 as per.dwg 
18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube 


Y 


: Work Order ID 52792 
October 14, 2009 10:44:42 AM 


Page 3 


ШЇЇШЇШЇЇ 


Е Accept |ІІІ seso sə (ОИК 
Кеуіѕіоп Ю: Н | | ў 
Мет Name: Mid Tube Assembly to [ЇЇ 
Start Date: 14/10/2009 Start Qty: 1.00 ІШІ Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІШ Customer: 
Reference: 
EE LI 
Approvals: Process Plan: Date: Tooling: Date: 3 
об Date SPC (Y/N): Date: E 
Sequence ID/ Operation Set Up/ Draw Draw Рап Accept Reject Reject Insp. 
Work Center ID Description ` Run Hours Number Rev. Code Qty Qty Number Stamp 
110 ОС5- Inspect part completeness to step оп W/O 0.00 
$51 | i 
TIEN " 2 melo бё L 
Quality Control - 
M ге 
120 Chemical Conversion Coat рег 051005 4.1 0.00 Ы 
ШШШ | u їд2/27 
HandFinish Memo 0.00 
Hand Finishing 
130 QC3- Inspect Part Finish 0.00 E 
я ж 
ТІШІ () ` < өңез 
qc Memo 0.00 
Quality Control i : 


Y 


—— 


"Work Order ID 52792 | | IIIIIIIIIIIIIIIII Pase 4 


October 14, 2009 10:44:42 AM 


кын. и UNA. ss ес | 
Revision ID: Н 
hem Name: Mid Tube Assembly stop I 
Start Date: 14/10/2000 Start Qty: 1.00 III II Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІШІ Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: га "i ШШ 
о 

ос: Па SPC (YAN): Date: a 
Sequence ID/ Operation | Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
140 0.00 
ШІШ ques \ TEUA 
Skidtubes Memo 0.00 
inu CR fedt tas hlc ы pef dw 0€ и (591 


3- Prepare tube for welding ; 
4-Вопд web іп place as рег Dwg D3391 % 081015. C2 wf 2 / 22 
Adhere for 12 hours) : 


150 QCS- Inspect part completeness to step on W/O 0.00 

ос Мето 0.00 ) sels (4) ё 
Quality Control 

160 0.00 

ШІ ме LE 2 g 
Skidtubes Memo 0.00 © oa 
Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 | 


2-grind weld flush 


PK mug 


n" 


` 


START пме: 5: d a i 
OVEN TEMPERATURE: 420%- 


FINISH TIME: 


Work Order ID 52792 ШШШ Page 
October 14, 2009 10:44:42 AM 
Item ID:  D3391-023 =н РИМ ВИЕ НИЧННЧИНЧИЦНИЩИИ Seco sa ШІШІ 
Revision ID: Н ) | 
неп Мате: М Tube Assembiy l | to» [ЇЇ 
Start Date: 14/10/2009 Start Qty: 1.00 III ІШІ Cust Item ID: | 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІШІ Customer: 
Reference: 
R Start | | 
Approvals: Process Plan: Date: Tooling: Date: y" 5 Е IM | ІІ | ІІ | 
ос: ! Date: SPC (ҮЛ: Date: ME 
Sequence ID/ Operation Set Up/ Draw Draw Рап Accept  Reject Reject Insp. 
Work Center ID Description Run Hours Number Беу Code Qty Qty Number Stamp 
170 ОС10- Inspect visual per 051004- ground welds 0.00 
ШШШ 2) DE (беу j 
Qc Memo 0.00 
Quality Control 
180 ОС5- Inspect part completeness to step on W/O 0.00 
ГІШ > 5-5 @ jg 
QC Memo 0.00 
Quality Control 
190 е кра т 43-Alum E 0.00 гу b | | 
ПІШІП HIZIO “OUa ОО 
Powdercoat Memo 0.00 | 
Powder Coating 


D 


, Work Order ID 52792 
October 14, 2009 10:44:42 AM 


ШІП 


Page 6 


KemID: 03391-003 M ІШ ШИ ЦИ ГГ! 
Revision ID: Н 
Item Name: Mid Tube Assembly sop ШІ |11 | | || 
Start Date: 14/10/2009 Start Qty: 1.00 III III Cust Item ID: 
Required Date: 02/11/2000 Req'd Qty: 1.00 ІШІ Customer: 
Reference: 
Run беп (ШІ 

Approvals: Process Plan: Date: Tooling: Date: 

ос: Date: БРССИМ) Date: ШЕШІ! 
Sequence ID/ Operation Set Up/ Draw Draw Рап Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
200 QC3- Inspect Part Finish 0.00 Ы f 
ШІ HO- ADIA M e s s 
QC Memo 0.00 
Quality Control 
210 0.00 
ЇЇ мат xt 
Skidtubes Memo 0.00 
Skidtubes 1- insert D3391-021 into D3391-23 meoc / /4) 22 


2- insert T-pins into first and third fwd saddle holes 


3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 


per DSI 9364 - 


4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 


pins and clekos 


5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 


DT9415 


6- deburr, re-alodine and blow out chips 


7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 


"Work Order ID 52792 ШІПІП Page 7 


October 14, 2009 10:44:42 AM 


ын ЕЁ im HAN NT Seen === (ill 


Revision ID: 
Мет Мате: — Mid Tube Assembly Sep [ЇЇ 
Start Date: 14/10/2009 Start Qty: 1.00 | III Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 III ІІ Customer: 
Reference: 
Rum Start (ШІ 

Approvals: Process Plan: . Date: Tooling: Date: | 

ос: Date ооо SPC(YAN: Date: ^» ШІЛ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept  Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
220 ОС5- Inspect part completeness to step оп W/O 0.00 28 V 
ШШ E ел» D 
QC Memo 0.00 
Quality Control 
230 0.00 
HIA A кын суусу 001/0/20 V Í 
HandFinish Қ; Memo : 0.00 
Hand Finishing Install Inserts as per Dwg 
240 ОС5- Inspect part completeness to step оп W/O 0. 


00 
ШЇЇ ей Ке мй D- d 


Quality Control 


Work Order ID 52792 ШШШ Page 8 


October 14, 2009 10:44:42 AM 


ы i E @IIIIIIIIIIIIIIIIIIIIIII Seco ве ІШІП 
әр [ШИШ 


Пет Name: Mid Tube Assembly 


Start Date: — 14/10/2009 Start Qty: 1.00 ШІП Cust Нет ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІШ Customer: 
Reference: 
Run Ser ЇЇ 

Approvals: Process Plan: Date: Tooling: Date: 

qc: Dat: SPC (ҮЛ: Date: ШЕТІ) 
Sequence ID/ Operation Set Up/ Draw Draw Рап Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
250 Identify as per dwg & Stock Location: 0.00 
ІШІШІ oh 5213 CAO Ag | 
Packaging Memo 0.00 
Packaging 
260 QC21- Final Inspection - Work Order Release 0.00 J 
TALIA M 0411103 
ос Memo 0.00 
Quality Control 


y 0д-1-02 


Picklist Print 
' October 14, 2009 10:44:50 AM 


Work Order ID: 52792 


Parent Item: D3391-023RevH 


Parent Item Name: Mid Tube Assembly 
Comments: 

Component Item ID/ Replacement Мір/ 
Item Name Item ID Purch 


ТООТ 
IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII 


i4 


Start Date: 14/10/2009 
Start Qty: 1.00 


2 


Required Date: 02/11/2009 
Required Qty: 1.00 


Unit of 


Date 
Issued 


Status 


D2500-1-100RevU/R 


Illul 


Skidtube Extrusion 
D3391-021RevH 


Fwd Tube Assembly 
D3389-]RevD 


I «5 


Web 


К 300/22 


Bin Primary Last Route Otyon Remaining Qty 
Item Location Location Seq ID Measure Hand Qty To Pick Issued 
No /5 3 > > > 57 100 Басһ 0.0000 1.0000 
СУ>@-„ә- ж ІІІ 
Мо 100 Басһ 0.0000 1.0000 
& 52728 [MM \ 
Ко 140 Each 9.0000 1.0000 
Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
ST 9 
47303 І 
48244 1 
48245 1 
48246 1 
48247 1 
50226 4 ] 


иа) (12 


Picklist Print Page 2 
'October 14, 2009 10:44:50 AM 
Work Order Ш: 52792 TRO AM 
Parent Item: | D3391.023RevH ВШІШИПШШШІШІШІ 
Parent Пет Мате: Mid Tube Assembly : Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1:00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof ^ Qtyon Remaining Qty Date Status 
Jtem Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
03681-1КеуА Manufactured No 160 Each 89.0000 5.0000 
ШИПІІШІШІШ ІШ 
8 
d Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
LG 20 
51920 20 
Main Warehouse 
ST 69 
2s : — мє 90,48 
D3591-1RevB Manufactured No 210 Each 73.0000 2.0000 
ШИШШІШ ІШ 
Bushin 
kak Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
ST 73 


46105 29 


(Пар, ч Xu. mp ОФу/озо> 


October 14, 2009 10:44:50 AM 


Shop Packet Print 


Page 2 


Picklist Print 
° Осѓођек 14, 2009 10:44:50 AM 


Page 3 


Work Order ID: 52792 


Parent Item: D3391-023RevH 
Parent Item Name: Mid Tube Assembly 


ШІП 
ПШЦШЦІЦ 


Start Date: 14/10/2009 Required Date: 02/11/2009 


Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof | Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 

ALS4-1032-1 No 230 Each 5,373.000 22.0000 


30 Purchased 
IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII 


Insert 


Warehouse Loc Qty Loc Code 
Location 


Main Warehouse 
ST 5373 


5373 XO anO GM 50 


\ 


October 14, 2009 10:44:50 AM 


Shop Packet Print Page 3 


: f SHOP COPY 
| RETURN TO 
$ i | ENGINEERING 
8 pl 6 5 4 3 2 UNCONTROLI i-i COPY 
SUBJECT TO AN.ENDMENT 
WITHOUT МӨТІСЕ 
WORK СКОК 
NO. eam 
SEAL WITH SIKAFLEX-241/-201 
PRIOR TO INSTALLATION OF 2⁄2 O- 
D3391-01 WEAR MOES MS27039C4-12 SCREW ; t ФА ? 
-011 SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY D3672-3 WASHER 
PRIOR TO INSTALLATION OF 
TRANSFER DRILL THRU D3391-013 AN960C416L WASHER WESARSUOES D3391-015 T 
D3391-011 OPEN TO MID TUBE ASSEMBLY АЕТ TUBE А55Е 


0.438 500 


TRANSFER DRILL THRU D3553-3 
D3391-011 OPEN TO 20.499 GASKET 

03566-13 GASKET AND INSTALL 03591-1 BUSHING КЕСИР REF 
REF D3537-7 


Ў 03566-5 GASKET 
белі "v 03566-1 GASKET WEARPAD 
WEARSHOE ПРЕСС ш эы AES QNS D3566-1 — В с 
REF 


GASKET D3553-1 


GASKET 
АМЗСАА BOLT (1) WEARSHOE НЕР 
AN960C10L WASHER (1) 3537-1 
in D3564-1 рз 


WEARSHOE WEARPAD 
AN3C6A BOLT (1) 03564-5 АМЗСАА BOLT (1) AN3C6A BOLT AN3C6A BOLT 


5 REF 
AN960C10L WASHER (1) WEARSHOE АМ960С101. WASHER (1) ` - АМ960С101. WASHER vocas WASHER 
2PL 20 PL 6PL 


АМЗСТА BOLT " L E А Y |) 
AN960C10L WASHER RELEASE 
8PL 


DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 @0.438 DIM 
WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. AJS 08.08.20 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 Ø0.438 DIM sy B 
WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 

REPLACE NAS INSERTS W/ AELS INSERTS 

SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 07.07.31 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY у 


ADD SS WEARSHOE, GASKET 
REMOVE FWD SADDLE HOLE -011/-021 


D3391-041 ASSEMBLY 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


DESCRIPTION ; GENERAL NOTES : £ | CHANGE TOLERANCE, EASE MANUFACTURE 
FLOAT SKIDTUBE ASSEMBLY 


1) FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 UFD LE ша 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 с 

2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3* AFTER FINISH 

WEARSHOE AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH A 
ткана — : LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS ГІ — ревекенон ву | 


1 OFF POWDER COATING WITH МЕК DEGREASER. PH 
D35911 TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED | Рн | DART AEROSPACE USA, INC 


D36722 UNITS: INCHES UNLESS OTHERWISE NOTED RAWN afs | PORT HADLOCIGWA 
ж - 3 USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES CHECKEO | |) — |pRAwiNG NO. REV. Н 
ANSCÓA —---— "BT FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT MFG.APPR. | “Z |03391 SHEET 1 OF 8 


WHERE INDICATED. APPROVED | ЛМ/, | тт SCALE 
|М527038С4-12 SCREW 4 HJ 
AN060G416L WASHER 3 7 |412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 AY DART AEROSPACE USA, INC 
08 08 20 THE DOCUMENT 16 PRIVATE AND CONFIDENTIAL ANO tS SUPPLID ON THE FXPRIESS CONDITION THAT VT IS 


a 
m 


o о 
т 
> 
2 
20 
> 


Е 
ч 
т 


NO? 10 BE USED FOA ANY PURPOSE OR COPED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WATTEN PEAMISSION FAON DART APRDSPACE ОВА INC. 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


3391-021 ÁN SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY PRIOR TO INSTALLATION OF D3391-025 
TRANSFER DRILL THRU D3391-023 WEARSHOES AFT TUBE ASSEMBLY 
03391-021 OPEN TO MID TUBE ASSEMBLY 


0.438 0000 


TRANSFER DRILL THRU D3553-3 
D3391-021 OPEN TO 20.499 


GASKET 
AND INSTALL D3591-1 BUSHING REF 
D3566-13 GASKET 


REF D3566-1 GASKET D3566-5 GASKET 
D3564-13 4225 
WEARSHOE D3566-1 == —— Е 


REF GASKET D3553-1 WEARPAD 
GASKET REF 
АМЗС4А BOLT NAR c REF 
AN960C10L WASHER D3564-1 D3537-1 
4PL WEARSHOE ANGCOA BOLT WEARPAD 


АМЗСВА BOLT AN3C6A BOLT REF 
AN960C10L WASHER D3564-5 АМЗС4А BOLT AN960C10L WASHER SNR 10E WASHER 


4PL 
2PL WEARSHOE АМ96ОСТО. WASHER | 6PL АМЗСТА BOLT 


20PL AN960C10L WASHER 
8PL 


D3391-043 ASSEMBLY 


03391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


| PART NUMBER DESCRIPTION 


03391043 FLOAT SKIDTUSE ASSEMBLY 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
REEL NET - кес АЗБЕЙНҮ — POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
1 02381-023 МО TUBE ASSEMBLY SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
— 5 т. OFF POWDER COATING WITH МЕК DEGREASER. 
ЕЕ : SET _ TOLERANCES: PER DART 051 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 


FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT DART AEROSPACE USA, INC 


WHERE INDICATED. DRAWN PORT HADLOCK, WA 
CIC DRAWING NO. REV. H 


МЕС. АРРА. | АРРК. | 707. |03391 SHEET2 OF 8 


mem E TITLE SCALE 
DEAPPR. | == ]412FLOATSKIDTUBE NTS 


DATE COPYRIGHT Ф 2005 BY OART AEROSPACE USA, INC 
08 08 20 THS DOCUMEN? IS PRIVATE AND CONFIDENTIAL ANO IS SUPPLIED ON THE EXPRESS CONDITION THAT IT (6. 
. ] NOT 10 BE USED FOR ANY PURPOSE OR COPIED OR COMIUNICATLO ТО амт OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE UHA, ING 


GENERAL NOTES 


30.1 
DIST TO CENTER OF BEND — 
RE 


13° REF 


13.0 
н DISTANCE TO 
REF TANGENT POINT 
D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


+0.040 

R0.031 3.3005 000 
93.750 
REF 


3.460 
3.590100 
03.460 93.750 


REF | 
ex] |_ „вете — been 
SECTION А-А 


SECTION B-B SECTION C-C 
SCALE 2X SCALE 2X SCALE 2X 


jesus 


рен | PH | DART AEROSPACE USA, INC 


VIEW 2-2 DRAWN | aps | PORT HADLOCK, WA 


SCALE 2X [checkeo | bh _ |DRAWING мо. REV. H 
МЕС. АРРА. | (ж. |03391 SHEET3 OF 8 


4.250 
REF 


|АРЕВОУЕЮ | Ду” [mme SCALE 
ОЕ АРРА | |412 FLOAT SKIDTUBE T 


DATE 


COPYRIGHT © 2005 BY DART. AEROSPACE ША. INC 
08 08 20 1815 DOCUMENT 18 PRIVATE AND COF IDENT IAL AND 13 SUPPLI CONDITION THAT IT 66. 
А >: AGI TO BE UBED FOR ANY PURPOSE OR COMCO OR COMMUNICATED TO ANY OP CR PERSON WITNOUT 
WETTEN РЕВАНЗОЮН FROM DART АСВОЗРАСЕ USA, INC. 


| Er baa 


20.000 
4:000 5 EQ. SPACES 
2.000 4.000 PITCH 8.000 
2.79 

DRILL #4 (20.209) DRILL 20.297 Әніне TL DRILL 20.297 

4PL 4.000 C'BORE 90.430 X 0.040 CBORE 020.430 X 0.040 
2.000 THIS LOCATION ONLY THIS LOCATION ONLY 

2PL 2PL 


DRILL THRU 21/64" (20.328) . DRILL THRU 21/64" (20.328) 
9PL 20.640 4PL 20.640 


CSINK 90.438 x 459 DRILL 20.297 725 C'SINK 20.438 x 45? DRILL 20.297 7.25 


(BOTH SIDES) 10PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING 4PL 
P 
dc INSTALL INSTALL INSTALL INSTALL 


DETAIL D AELS-1032-225 AELS-1032-130 DETAIL D AELS-1032-225 AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY AFTER FINISH THIS LOCATION ONLY 


10 PL AFTER FINISH 10 PL AFTER FINISH 
2PL 1 2PL 


D3566-13 GASKET 


D3566-13 GASKET 
03664-13 MNA D3564-13 NL ue 


WEARSHOE AN3C4A BOLT WEARSHOE АМЗСАА BOLT 
AN960C10L WASHER AN960C10L WASHER 
6 PL 6 PL 


03391-011 ASSEMBLY DETAIL D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-024 FWD TUBE ASSEMBLY PARTS LIST AN3C4A BOLT 


QTY- | QTY- | PART NUMBER DESCRIPTION D3672-1 WASHER 
021 AN960C10L WASHER 
D3391-011 FWD TUBE ASSEMBLY x 4 PL 

x 03391-021 FWD TUBE ASSEMBLY 
D3401-041 


TOW CAP 

| 13 103401-041 |) | ТОМСАР | 
Ша - [pesen | 

EE OE DETAILD. DART AEROSPACE USA, INC 

D3670-4200 SPACER SCALE 2X PORT HADLOCK, WA 


D3672-1 WASHER REV. H 


АМЗС4А | BOLT SHEET4 OF 8 
АМ960С101. 1 WASHER SCALE 


AELS-1032-130 INSERT р Z 412 FLOAT SKIDTUBE 
AELS-1032-225 INSERT COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 


THIS DOCUMENT (8 PRIVATE АКО CONFIDENT, 
AOT TO BÉ USE D FOR ANY PURPOSE OR COPE 
(Тем PERMISSION ГОМ ПАТ AEROSPACE USA INC 


REFER TO 
DISTANCE TO DETAIL K 
FWD END OF Е 
D3389-1 WEB 


4.94 m к ҷ DISTANCE ТО 
Y . END OF WEB 
x 3 4.19 


DETAIL E и REF 
DETAIL J DRILL THRU 21/64" (20.328) DETAIL K 


SCALE 4X CSINK 20.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL SCALE 4X 


WELD INTO PLACE 
& GRIND FLUSH 
D3681-1 SPACER (BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 


<Б] (0.7 FROM BOTH ENDS) 
DRILL 20.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 


AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 


SECTION G-G SECTION НН 12Р1 SECTION X-X DRILL 20.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 
М527039С1-09 SCREW 
D3672-1 WASHER 
АМ960С101. WASHER 
AFTER FINISH 
3391-013 MID TUBE ASSEMBLY PARTS LIST 7 APL 


D3391:013 MID TUBE ASSEMBLY 
на 


02500-1-100 EXTRUSION 
D3389-1 WEB 


D3672-1 .  |WASHER - SECTION M-M PE SECTION LL-LL 
D3672-3 WASHER 


— DETAIL E SCALE 5X SCALE 5X 
D3681-1 SPACER SCALENONE E L E r 
AELS-1032-130 INSERT [7 Ка 
ALS 4-428-165 INSERT | GALM] 
AN960C10L WASHER 
AN960C416L | WASHER u u pesien | PH | DART AEROSPACE USA, INC 
M$27039C1-08 ^ |SCREW 7 ў DRILL 20.391 А X [prawn | As | PORT HADLOCK, WA 
[ 4 | M27039C4-08 SCREW INSTALL ALS4-428-165 INSERT снескео | Ë |овдуикс NO. REV. H 
MU AWASHER қ ¿ мес. арғы. | 7*7; |03391 SHEETS OF 8 


D3391-013 MID TUBE ASSEMBLY | АМ960С4161 WASHER “2 ГАРРКОМЕО | Лу | TITLE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH 


- | 412 FLOAT SKIDTUBE 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051 015 4PL SECTION 1-1. DATE ы COPYRIGHT € 2005 BY DART AEROSPACE USA, INC 
3) WELDING: PER DART 051004 SCALE 5X 08.08.20 S 


THIS DOCUMENT i$ PRIVATE AND CONFIDENTIAL AND 18 SUPPLIED ОН THE EXPRÉGS CONDITION CHAT IT i$ 
NOT TO GE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATEO TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. (NC. 
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A. че өе a 


Ы 


0.00 
0.705515 


10.500 


REFER TO 
DETAIL J 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


Y 


DETAIL J 
SCALE 4X 


DRILL THRU 21/64" (20.328) 


CSINK 00.438 X 45% (BOTH SIDES) 


INSTALL 
D3681-1 SPACER 


SECTION G-G 
SCALE 5X 


03391-023 MID TUBE ASSEMBLY PARTS LIST. 


ОТҮ - PART NUMBER DESCRIPTION 
023 


x ‚ D3391-023 MID TUBE ASSEMBLY 


| — ' D2500-1-100 EXTRUSION 
D3389-1 WEB 


ann 


5 
20 AELS-1032- 130 INSERT 


03391-023 MID TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


SECTION H-H 
SCALE 5X 


5PL 
D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
AFTER FINISH 

TYP 


REMOVE 0.030 
FROM TOP AND BOTTOM 
* TO 3.610 


5PL SECTION X-X 


SCALE 5X 


REFER TO 
DETAIL K 


DETAIL K 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


SECTION Y-Y 


SCALE 5X 


оғым | ғы | DART AEROSPACE USA, INC 


ЕТТЕН БЕК: - Жан 
снескво | До Токдннсно: 


PORT HADLOCK, WA 


MFG. APPR. 72 03391 
APPROVED A TITLE 


DEAPPR. | = |412 FLOAT SKIDTUBE 


DISTANCE TO 
END OF WEB 
4.19 

REF 


REV. H 
SHEET б OF 8 


NTS 
DATE « COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08 08 20 THIS DOCUMENT Iñ PRIVATE АМО CONFIDENTIAL AND IS SUPPI IEO ON THE EXPRESS CORCITION THAT rl IS 
- - NOT TD BE USED FOR ANY PURPOSE OR COPED OR COMMUNCATED ТО ANY OTHER PERSON WITHOUT 
WIUTTEN PERMSSION FROM DART AEROSPACE USA ӘС 
2 1 


VIEW BB-BB 
SCALE 4X 


23.500 3.300 
0223.750 


REF 


SECTION AA-AA 
SCALE 6X 


SECTION N-N 


MACHINE CONSTANT DETAIL V 
TAPER FROM 03.750 


TO 23.200 CHAMFER 


30*X0.060 DEEP 


DRILL 444 (20.209) 
L 
DIST TO CENTER OF BEND 


88.93 DETAIL V 


X 
D3391-3 AFT DRILLING AND CUTTING DETAIL SCALE 6 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


- 0.200 —| L-— 068700 


| 03.000 
ВЕЕ 
X aso NC 
Ro.062 БЕР 03.150 03.200 


REF 


SECTION P-P 
SCALE 6X 


SECTION R-R 
SCALE 6X 


SECTION О-О 


SCALE 6X SCALE 6X 


DART AEROSPACE USA, INC 
Dem Гуе PORT HADLOCK, WA 
[recreo | REV. Н 
(5 


SHEET7 OF 8 


VIEW W-W 
SCALE 4X 


DETAIL S 
SCALE 4X 


БАТЕ 08.08.20 


9.1 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


R30.0:2.0 


7.00 
REF 


36.000 
S EQ. SPACES 
4.000 PITCH 


4210.25 


DRILL THRU 21/64" (20.328) г 
14PL 

CSINK 20.438 X 45% 

(BOTH SIDES) 


DRILL 20.297 
26PL 


537 


9.1 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


DRILL THRU 21/64" (20.328) 
АРІ 
khu a CSINK @0.438 X 45° 
(BOTH SIDES) 
537 


D3391-025 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) (SEE CBORE DETAIL BELOW) 


INSTALL D3670-4200 SPACER 


{SEE TABLE) 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


D3553-1 
GASKET 


D3537-1 


WEARPAD 


AND CBORE D! 


в EMBLY 


DESCRIPTION 


AFT TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 


AELS-1032-130 


AELS-1032-225 


ALS4-428-165 


| AN3CSA 


| Амавостог 


WASHER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


HOLES 
MARKED 


CBORE 


-80.430Х0.170 | AELS-1032-225 


£20.430 X 0.170 


D3537-7 
WEARPAD 


АМЗСЅА BOLT 
AN960C10L WASHER 


АМЗСАА BOLT 
4PL AN960C10L WASHER 
APL 


SECTION U-U 
SCALE 3X 


AELS-1032-130 | 


00.430 X0.040 | AELS-1032-130 


AELS-1032-130 


INSTALL D3670-4200 SPACER 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR ТО PAINTING 
4PL 


D3553-3 
GASKET 


CB4 

(NO CBORE) 
03553-1 
GASKET 


D3537-1 
WEARPAD D3537-7 
WEARPAD 
AN3CSA BOLT 


ANSCAA BOLT 
АО WASHER, AN960C10L WASHER 


4PL 


(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-281 


DRILL 20.391 
CBORE 00.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 


„APL 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 


2n DETAIL T 


SCALE 4X 


OSPACE USA, INC 


| as | PORT HADLOCK, WA 


DRAWING NO. 


ceo | 1 REV. Н 


APPROVED | -И- "me ' SCALE 
DEAPPR. | JC  |412FLOAT SKIDTUBE NTS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
. 08 08 20 A98 DOCUMENT (3 PRIVATE AND CONFIDENTIAL ANC IB SUPPLIED ON THE: EXPRESS CONDITION THAT 17 i$ 
.08. ауалы ан SS REA OA рала, 


NO. во 
AWS D17.1.2001 


QUALIFICATION TEST RECORD 


Job sinere 
Part number: асел: caa 


Description: 
Welding Process: .Tig- T ЖТТ” 1 
Base materiel: SM Yer 


Current: АС) “ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ ҒаШ ] 
Penetration: pass[ fail[ ] 
UNACCEPTABLE 

Cracks: м1 fail[ 1 
Undercut: раз. ҒАШ 1 
Pin holes: разз[ У, fail[ | 
Overlap (cold lap) разв fail[ ] 
Porosity (surface): раз, ҒАЦ 1 
Союгайоп: y d ҒАШ ] 


Qualifier 5 22 В / ] Date of Test Coupon (7 3 ОС С 


Date of Test Coupon ÇZ CÉ 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSProductionapproved prod. Welding Coupon Rev.A 


